
IP7 033790



C

A H
G
F
E
D
C
B
A
MARK DATE

4-

NOTES TO ERECTOR:
ER-1) AFTER INSTA

BETWEEN H(
ER-2) TRIM SEALIN,
ER-5) INSTALL HOT

HOT END
BASKET

SECTION "

DR. CK.
ALTERATIONS

COMMENTS

IP7_033791



5 2

LING COLD END BASKETS, INSTALL REF. ffl THRU ;/;/9
I-AND COLD END BASKETS. DO NOT WELD IN PLACE.

BARS AS REQUIRED TO FIT COMPARTMENTS.
END BASKETS.

COLD END ii
II

BAS K ET

MAIN DIAPHRAGM

MAIN DIAPHRAGM

~ASKET "B" BASKET

"C" BASKET

"C" BASKET

"D" BASKET

"D" BASKET

PARTIAL HOT END VIEW

L\CONT\LJUNG\4.! 00\05062597\024-0
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\SKET

%KET

REF
NO. REQ’D.
1 24
2 24
5 4-8
4- 48
5 48
6 48
7 24
8 48
9 24

1

9ILL Of MATERIAL

MAT’L. DESCRIPTION SL
"A" BASKET SEALING BAR ASSEMBLY SL
"B" BASKET SEALING BAR ASSEMBLY SL
"C" BASKET SEALING BAR ASSEIvIBLY SL
"D" BASKET SEALING BAR ASSEMBLY SL
"E" BASKET SEALING BAR ASSEMBLY SL
"F" BASKET SEALING BAR ASSEMBLY SL
"FC" BASKET SEALING BAR ASSEMBLY SL
"G-55.5"-OUT BSK’T SEALINO BAR ASS’Y SL
"GC-55.5"-OUT BSK’T SEALING BAR ASS"Y SL

-- MAIN DIAPHRAGM

"F" I~ASKET 0-53.5" BASKET

"FC" BASKET

"F" BASKET -55.5" BASKET

MAIN DIAPHRAGM

ALL DIMENSIONS e [[]~ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED    THIRD ANGLE

SUBJECT

AIR PREHEATER
-- API NO.

SZE ,35.5 V-VI
DR CU CK CU

APPR BY

DATE

THIS DRAWING IS THE PROPERTY OF ABB AIR PREHEATER, INC AND S~L NOT
BE REPRODUCED OR COPIED OR USED IN WHOLE     OR PART TO FURNISH ANY
INFQRMATIQN FOR MAKING OF DRAWINGS OR FOR MANUFACTURE     OR SALE OF
EQUIPMENT REPRESENTED THEREON WITHOUT WRITTEN PERMISSION OF THE ABB
AIR PREHEATER, INC

CODE GROUP SIZE

ER 0204 C
12/I I/05 SCALE NTS WT

I| IIII ABB AIR PREHEATER, INC.
I~|IIII WELLSVILLE, NEW YORK

SASI4ET SEALI NO BAR
ARRANGEMENT

DWG NO.

80050675
SHEET

REV

OF

D

C

B

A

03062713

IP7 033793



A

ASS’Y. ASS’Y,
RF..Q’ D. NO,.

I

HEATER
SIZE

32"1t2 ....

33-1/2

, I ’ I
ZT A B U L A ....

TAB. TAB. TAB.    "TAB. TAB. ASSAY.. ASS’Y.
DIM. "A", DIM. "B" DIM. "C’,’

¯ ---~- 39~’RA D. REE

GUIDE BEARINGSTAT, ONA~’ s~~
~OTE ER

f
t

L

--~ ~40" RAD, POST

SUPPORT TI~NNION ~’
STAT IONARY SI:::~)OL

NOTE

OF DIAPHRAGM

,/
SEALING SURF~£

)LD END

UPPER LUG

SEAL WELD    TO DIAPH.~
LUG ONLY. TYP.

AW~ ’-~, Jo. 02

LOWER LUG

/- SEALING SURFACE ~

SEAL
~SECTION ’A-K

(C

REF~27,3@,¢331S TO BUTT AGAINST -
END Or DIAPHRAGM NOTCH

J

D

ALTERATIONS

(c,w)           (c.c w.)
AS SHOWN         OPP. HAND

SEC T ION ’C-C"
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CONNECTING PLATE TO
HOUSING SPLIT

5
REF

ER-H __

AS SHOWN OPP HAND

)TE

ER 7.R
( C, V,/,) (C,C,W,)

AS SHOWN OPP HAND

SE C TION "F- Fi’e- ~1 SECT ION ’~ -G"(E. ~)
1"
8

VIEW "M-
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2 1
LL OF MATERIAL

DRAWING NO. R[.~ D.
P-18 - 25u,0~
Po 14,- 25 u,04 144
P-=O-254~2 r’A ~,"F"
P-JO-2541R TAP,"&"
O-o9~37 4

. T~,B "L "../~cJ(..SG

C- 6,751 I
C-I- G1"/91    2q

-TAB" L’L?8~5 ZI,.I
D - Z - b75~,4 ?-"

-P/- 780 77 I
E- &95ZI I 9?..
C- &’/3

E-~5 ~o

E- l- ~75E~
C-52~65     I/C~T
e-2?-~e,o~ .....

H-3~-7~077 I
H-33- 7~077

E-77~5 24
E-77351
B-77352 2~
E-I-68706 2~
H-38-78077 I
H-39-78077 I
P-18-8~ ~00

P-10-1~20     T&B~

I
¯
l
I
t

THE FOLLOW
D-TAB"L~-    2~
67809
D-TAB"L"-      24
GT~It

USED FOR CLOCKWISE ROTATION
INBOARD DIAPH, SEAL H.E. (AS SHOWN)

iNBOARD DIAPHo SEAL C,E,    (AS SHOWN)

SL

SL

THE FOLLOWING TO BE
~-TAB"L"-      24
67610
O-TAB"L"-       24
~781&

FOR COUNTER-CLOCKWISE ROTATION
INBOARD OIAPH,    SEAL H.E,    (OPP.    HAND) SL

INBOARD DIAPH, SEAL C.E.    (OPP. HANOI SL

!
J

1
|.

! ,

!

TO ERECTOR:
ALL BOLTS, HUTS AND WASHERS TO BE INSTALLED EXACTLY ~$ SNOWHz
FOLLOW INSTRUCTLONS ON "SEAL tNSTALL~TIOH AND SETTING DRAWINg", ~ROUP
ON HOT END DETERMINE HIGHEST OIAPHRAGM. MEASURE DISTANCE FROM CENTER OF OUTBOARD
RA~IAL SEAL BOLT HOLE TO MACHINED SURFACE OF SECTOR PLATE OR TO SEAL STRAIGHT
EDQE. SUBTRACT l" FROM THiS DIM. AHD SET ALL HOT END "T" BARB BUPPORT ANGLES TO
THIS DIM, FROM COLD END OF SAME DIAPHRAGM, MEASURE DISTANCE FROM CENTER OF OUT-
BOARD_RADIAL SEAL BOLT HOLE TO MACHINED SURFACE OF SECTOR PLATE O~ TO SEAL
STRAIGHT EDGE. SUBTRACT 0~’ FROM THiS DIM._& SET SUPPORT AHGLE$ TO THIS DI~,. TOTAL
VARIATION BETWEEH CONNECTIN~ PL TO HOUSING SPLIT S THE "T" BAH SUPPORT ANGLE NOT
TO EXCEED
AFTER suPPoRT AH~LES ARE SET & WELDED IN PLAC[~ INSTALL ALL OF SPACERS ~CUT TO FI
FROM REF. ~17,27,32,33,38&39] BEFORE INS]ALLINO ROTOR ~’T" BARS.
INSTALL "T" BARS, REF. ~23 & ~G WITH ENDS LOCATED OH CENTER LINES OF MODULES TO
TH~ RADIUS SHOWN NOT EXCEEDING A TOTAL VARIATiOH OF IJO", BOLT "T" BAR TO SUPPORT
AN~LE$. INSTALL CLIPS, REF. ~2~ & WELD AS $HO~H IN VIEW
IHSTALL ROTOR POST SEALS, REF. ~G&~G TO CLEABAHCE DIMENSION SHOWN & WELD kS SHOWN
IN ViEW
RECOMMENDED ~ROCEDURE FOR INSTALLIN~ RADIAL SEALS:
7.1 STARTIHG AT OUTBOARD ENDS, LOCATE DIAPH, SPACER WITH SPACER HOLES CENTEREO IN

DIAPN.. TACKWELD TO ONE DIAPH. ONLY AS SHOWN. AT OUTBOARD AND INBOARD BOLT
HOLES INSET BOLTS, REF. ~1 & 40, WITH WASHER REF, ~ S ~3, & DIAPN. SEAL,
REF. ~19 & ~20, O~ BOLT, INSTALL RADIAL SE~L LEAF SECTION FOLLOWED BY RkOIAL
SEAL TAB & HOLDiNO STRIP~ BOLT ALL THE COMPONEHTS TOGETHER WITH NEX NUTS,
REF. ~3 & ~2, WITHOUT TIGHTENING, IHSTALL REF, ~l,~3,~q,~RO,~R2 & ~S IN
THEIR PROPER LOCATION FOR THE REMAINING BOLT HO~ES iN THE SECTION, DO NOT
TIGHTEN. REPEAT THIS PROCEDURE FOR THE REMAINtN~ SEAL LEAF SECTION$.TRI~
~OARD 5BALi"TO F~T JF

7.2 AFTER SEALS ARE INSTALLED AND SET TO STRAIGHT EDGE, TI~HTFN BOLTS.
7.3 LOCATE REF. #25 & #37 AND WELD TO REF. ~iT,19,ZO,ZT,B2,33,36 I 39, LOCATE

REF. ~28 AHD WELD ~S SHOWN.
7,q LOCATE HEF, ~21,22,3~ & 35 AND WELD TO "T" BlH ONLY.
SEAL WELD END OF INBOARD RADIAL SEAL, REF, ~7 & ~8 & INBOARD DIAPHRAGM ~EAL, REF.
~52,53,62 & 63 (ACROSS TOP & DOWN SIDE) TO POST SEAL AS SHOWH. ,,

C 0 L D E N D D E___F. P L’s___:.

Stk,

RADIAL    SEAL ASS"Y.

805C 
ER

B
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IP7 033796
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ASS’Y.
T A BU L A T I ON

TIA~ TAe T~I~ TIA~ TAB TAD TAB APPROXZ A,~,~
WGT. RE(NO.

ER-2

DIAPH=

II
II

FROM HIGH
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AXIAL. SE__._AL PLAT_F..

,, DIAPH. HG’T.

HOT END
TION THRU
,L SEAL PLATE

--ROTOR
ANGLE

"---DIAPH,

"3

THIS DRAWING IS THE PROPERTY OF THE AIR PREHF.ATER COMPAN
SHALL NOT BE REPRODUCED OR COPIED OR USED IN WHOLE OR IN
FURNISH ANY    INFORMATION FOR MAKING OF DRAWINGS
MANUFACTURE OR SAJ.E OF EQUIPMENT REPRESENTEO THEREON
WRITTEN PERMISSION OF THE AIR PREHEATER COMPANY.
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NO.
I
2

PART
CODF" NO.
,32050
321

DRAW ING NO.
P-12-25q12
P- 12-25tlI~
D-’I~ ~’-- 7807~
D "-’f,: 7807G

£1LL OF MATERIAL

REq’ D. MA,T,’,L,,~,,
"C"    320 5
"C" 321 u,
2~

DESCRI P,T,,~ ON
3j~" FIN, ltEX; HUT
-~l ,q" WASHER
AXIAL SF_...AL L~’AF ’COLD F_N{)
AXIAL SEAL LEAF (HOT END)

THE FOLLOWING TO BE FOR CLOCKWISE ROTATIOH

O-’~’..761~& 2~ FORMED HOLDING STRIP (COLD E.tlD)     SL
D-."H’-7~ ! I 7 2q- FORMED HOLD I NG STR! P (HOT EHD) ..... SL

THE "FOLLOWIIIG T~ BE FOR COUHTF..R-CLOCK~ISE ROTATION

I D-"~’-7~1,7

2~,

I FORMED HOLDIHG STRIP (COLD END},. I SLD/h’Z76,118 2q. FORHED HOLDING STRIP (HOT EHD) SL’

LOFT
SL

’"SL

NOTES TO ERECTOR:
ER-I REFER TO SEAL iNSTALLATION & SETTING DRA~VIIIG SPECIFIED IN GROUP 2106.

ER-2     IIOTCH    FORMED HOLDII~G STRIP TO FIT AT ASSEMBLY,

COUNTER-CL.,,~CKWISE ROTATION CLOCKWISE ROTATION

AND
:T TO

FOR
{OUT

2

’A A"SECTION _-_ (6.~)
AS VIEWED FROM HOT END

Z LAyF_. R

Subject

A IR PRE~tEATE R
Model/
A,rg’t MOO.
Size, Type ,’:z-~ _ , .......
s,,i,, . ..,,_ ~ a ~k .~V!..
Des. Oh.

~’. A~-i: ...........c~. bV
Tt. Ch.

S lo~.. RE,VI.OVAL -- .OF_F. SF_C~OR PL.

CE AIR-PREIIIZATER
¯ WELLSVfLLEo NEVt YOI~K

Meterlal

PROCESS
EQUIPMENT

SCkLE N TS

AXIAL SEAL ASSEMBLY
~)"--CLEAR PIN LENGTH

CODES DRAWING NUMBER

GROUP X SIZE ! NUMBER
I l ~ l,

!.~"~ . o~ .............: ,::..
1

C

A

030627131
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~ENERAI W£L_DIN~ ~PECIFICATION~;
ALL WELDING SHALL BE PER AWS Dr.! AND/OR ASME SECTII

REQUIREMENTS. (REFERENCE AWS AS. 1, AWS A5.5, ASME SECTI~
THIS SPECIFICATION IS INTENDED FOR A J6, A-588, WEATHERING

FILLER METAL-
THE FILLER METAL SHALL CONFORM TO THE REQUIREMENTS ~

LOW HYDROGEN ELECTRODES OR AWS A5.5/ASME SFA-5.5 GRAD
BASED ON CONTRACT REQUIREMENTS. OTHER LOW HYDROGEN 1~
WRITTEN APPROVAL FROM The Air Preheoter Compony, Inc.

FILLER METAL STORAGE-
ALL ELECTRODES SHALL BE PURCHASED IN HERMETICALLY SE

THE HERMETICALLY SEALED CONTAINER, ELECTRODES SHALL BE S
OF AT LEAST 250 DEGREES FAHRENHEIT (F.). ELECTRODES SHAI
ELECTRODES THAT HAVE BEEN WET SHALL NOT BE USED.

APPROVED ATMOSPHERIC TIME PERIODS-
AFTER HERMETICALLY SEALED CONTAINERS ARE OPENED OR

STORAGE OVENS, THE ELECTRODE EXPOSURE TO THE ATMOSPHER
E7018 ELECTRODES OR TWO (2) HOURS FOR ESO18-W2 ELECTR
ATMOSPHERE FOR PERIODS LESS THAN THOSE PERMITTED MAY
AT 250 DEGREES F. MINIMUM; AFTER A MINIMUM HOLD PERIOD
THE ELECTRODES MAY BE REISSUED.

BAKING ELECTRODES-
ELECTRODES EXPOSED TO THE ATMOSPHERE FOR PERIODS G;

DISPOSED OF OR BAKED ACCORDING TO THE MORE STRINGENT 0
FOLLOWING:

1. ALL ELECTRODES HAVING LOW HYDROGEN COVERINGS CO,
BAKED FOR AT LEAST TWO (2) HOURS BETWEEN 500 DE

2 ALL ELECTRODES HAVING LOW HYDROGEN COVERINGS CO
BAKED FOR AT LEAST ONE (!) HOUR BETWEEN 700 DEG,

ALL ELECTRODES SHALL BE PLACED IN A SUITABLE OVEN AT A ,
OF THE FINAL BAKING TEMPERATURE FOR A MINIMUM OF ONE HAl
TEMPERATURE TO THE FINAL BAKING TEMPERATURE. FINAL BAKIN,
THE FINAL BAKING TEMPERATURE. ELECTRODES SHALL BE REBAIA,
HAVE BEEN WET SHALL BE DISCARDED.

POSITION-

PREHEAT-

ALL WELDING SHALL BE PERFORMED iN THE FLAT, HORIZONT/
INSTRUCTIONS ON DRAWINGS STATE OTHERWISE.

THE FOLLOWING SCHEDULE SHOWS RECOMMENDED PREHEAT
BASE METAL THICKNESS PI
0" TO 1.50" INCLUSIVE (Omm TO JSrnm)
1.50" TO 2.50" INCLUSIVE (38ram TO 64ram) 15
OVER 2.50" (64rnm,) 22
THICKEST SECTION OF BASE METAL TO BE JOINED.

PREPARATION OF BASE METAL-
THE SURFACES TO BE JOINED BY WELDING SHALL BE FREE

OR OTHER FOREIGN MATTER.

ELECTRICAL CHARACTERISTICS-
DIRECT CURRENT REVERSE POLARITY SHALL BE USED FOR Wl

PROCEDURE-
ALL WELDS SHALL BE MADE AS SPECIFIED ON DRAWINGS. Ei

AND SHALL NOT EXCEED THE REQUIREMENTS OF AWS D1.1 LATE~
IN THE WELD IF THEY ARE VISUALLY INSPECTED AND FOUND TO ,
UNACCEPTABLE THEY ARE TO BE REMOVED BEFORE WELDING. B/
PER PREHEAT SCHEOULE.

WORKMANSHIP AND VISUAL QUALITY-
EACH LAYER OF WELDING SHALL BE SMOOTH AND FREE OF ~

COMPLETELY FUSED TO ADJACENT WELD BEADS OR BASE METAL
RIPPLES, IRREGULAR SURFACES, NON-UNIFORM BEAD PATTERNS,
AND CONFORM TO THE REQUIREMENTS OF AWSD1.1 LATEST REV

CLEANING-

DEFECTS-

ALL SLAG SHALL BE REMOVED FROM EACH WELD BEAD BEFO
WELD METAL.      FINISHED WELDS MUST BE DE-SLAGGED AND WIRL
INSPECTION AND NON-DESTRUCTIVE EXAMINATION.

CRACKS, PINHOLES OR POOR TIE-INS SHALL BE REMOVED B
SUBSEQUENT LAYERS OF WELD METAL.

QUALIFICATIONS-
WELDING PROCEDURES AND WELDERS MUST BE QUALIFIED IN
ASME BOILER AND PRESSURE VESSEL CODE OR AWS D1.7.

U
T
S
R

O
P
0
N
MARK

10/09/01

06/21/00
06/10/99

DATE

JRC
KMF

GP
DR.

AGM
ACS

KMF
CK.

MODIFIED iNSPECTION NOTE #I
ADDED CLARIFICATION FOR SPECIFIC NOIES
REDRAWN FROM "D" SIZE a: MODIFIED NOTES
DESCRIPTION

ALTERATIONS

4
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5

)N IX LATEST REVISION PER CONTRACT
N II PART C SFA-5.1 AND SFA-5.5.)
;ARBON STEEL (LACR) AND LIKE MATERIALS.

1F AWS AS. 1//ASME SPA-5.1 GRADE E7018
E8018-W2 LOW HYDROGEN ELECTRODES

LDING PROCESSES MAY BE USED WITH

!LED CONTAINERS.      IMMEDIATELY AFTER OPENING
ORED tN OVENS HELD AT A TEMPERATURE
L BE REBAKED NO MORE THAN ONCE.

~-TER ELECTRODES ARE REMOVEO FROM BAKING OR
- SHALL NOT EXCEED FOUR (4) HOURS FOR
)DES. ELECTRODES EXPOSED TO THE

RETURNED TO A HOLDING OVEN MAINTAINED
F FOUR (4) HOURS AT 250 DEGREES F. MINIMUM

’EATER THAN THOSE PERMITTED SHALL BE
THE MANUFACTURER’S INSTRUCTIONSOR THE

2

~FORMfNG TO AWS AS. 1!ASIDE SFA-5.1 SHALL BE
"REES F. AND 800 DEGREES F.
,!FORMING TO AWS AS.5/ASME SPA-5.5 SHALL BE
’,EES F AND 800 DECREES F.
MPERATURE NOT EXCEEDING ONE HALF (1/2)
F (1/2) HOUR PRIOR TO INCREASING THE OVEN

~ TIME SHALL START AFTER THE OVEN REACHES~-D NO MORE THAN ONCE. ELECTRODES THAT

THE FOLLOWING DETAIl

L OR VERTICAL UP POSITION UNLESS

PECIFICATtONS:
EHEAT RANGE
J° F. (10° C) MINIMUM
)" F. (66° C) MINIMUM
]° F. ( f 0 7° C,)MINIMUM

’F DIR7, OIL, GREASE AND EXCESSIVE RUST SCALE

LDINO.

ECTRODE WEAVING SHALL BE KEPT TO A MINIMUM
T REVISION.      TACKWELDS MAY BE /NC©RPORATEO
~E FREE OF DEFECTS.      IF T.ACKWELDS ARE FOUND
SE METAL MUST BE PREHEATED FOR TACKWELDING

RACKS, PINHOLES, UNDERCUTS AND SHALL BE
COVER PASSES SHALL BE FREE OF COARSE

IIGH CROWNS, DEEP RIDGES, UNDERCUTS, ETC.
~ION

~,EOEPOSITING THE NEXT SUCCESSIVE LAYER OF
BRUSHED TO PERMIT THOROUGH VISUAL

CH/PPfNG OR GRINDING PRIOR TO DEPOSITING

4CCORDANCE WITH SECTION IX OF THE

NOTES 1, 4
NOTE 2 IS
NOTES 3, 9

INSPECTION AND TEST-
ALL FINISHED WELDS
COMPLIANCE WITH TH[
ALL FINISHED WELDS
ACCORDANCE WITH AF
DIVISION 1 LATEST EE
DIMENS!ONALLY CHECk
SPECIFIED ON THE DF
ALL FULL PENETRATIC
APPENDIX 12, ASME

4. LIQUID PENETRANT, M
PERFORMED UNTIL TH

5. THE AIR PREHEATER I
FULL RIGHTS OF ACCt
WITH THESE REQUIRE~,
NON-DESTRUCTIVE TE
OPERATOR DEFECTS A

7. THE ROOT PASS OF f
BE CONTINUOUSLY MA

8. THE INTENT OF THIS
WELD METAL IN ACCO,
ASME SECTION IX. Tt
QUALIFIED SUPERVISIO
THE REFERENCED WEL

9. RADIOGRAPHIC EXAMII~
TO ULTRASONIC EXAM/
SECTION VIII, DIVISION

10. ULTRASONIC EXAMINAT
THE DIAPHRAGM IS JC
12" (505ram,) LONG
BETWEEN THE INITIAL
REJECTABLE APPLICATt
EXAMINED. REJECTABL.
METHODS PER NOTE

11. SEAL WELDS ARE TO
THE CASE OF SEAL

OROUNL
RO

AND/Of
DAMAO£

UATER!/

WEATHE
FOR £F
ORDER
CONTAC
£ERVIC 
REPREC._

ST[

ASSEMBLY TOLERANCE            FIELD WELD REQUIREMEN
UNLESS NOTED ON DRAWING               UNLESS NOTED ON DRAW

0-24 (O-610mm)
24- 96(610-24~8mm)
OVER 96(24~8mm)

ANGLES

+_0.1
±0.25(6mm,)

±0.5°

5

CONVERSIONS
INCH    MM

j

FILLER METAL -
E7018
UNLESS OTHERI
SPECIFIED
ALL WELDS 7-0
CONFORMANCE
AWS DI. ~ STRL
WELDING CODE
EQUIVALENT

2

IP7 033801



5 THE USE OF NOTE5 //1 THROUGH //11 BELOW:
, 5, 6, 7, 8, &    t"t ARE GENERAL NOTES FOR ALL JOBS.

REQUIRED ONLY tF .SPECIFIED ON THE ERECTION DRAWING.
~    10 ARE SPECIFICALLY FOR FULL PENETRATION WELDS.

WILL BE "I00~ VISUALLY EXAMINED AND DOCUMENTED TO ENSURE
PRECEDING RE©U/REMENTS.

WILL BE MAGNETIC PARTICLE OR LIQUID PENETRANT EXAMINED IN
PENDIX 6 OR APPENDIX 8 RESPECTIVELY ASME CODE, SECTION VIII,
ITION TO ENSURE THE SURFACES ARE FREE FROM DEFECTS AND
".ED TO ENSURE THEY IV’fEET THE MINIMUM SIZE REQUIREMENT
~,AW     1
N WELDS WILL BE ULTRASONIC EXAMINED IN ACCORDANCE WITH
;ODE, SECTION Vflf, DIV/S!ON    1 LATEST EDITION.
4GNETIC PARTICLE AND ULTRASONIC EXAMINAT!ONS MUST NOT BE
’T WELD HAS COOLED TO AMBIENT TEMPERATURE.
]OMPANY, INC. AND/~OR AUTHORIZED REPRESENTATIVES SHALL HAVE
:_SS TO INSPECT ANDs/OR TEST WELDS AND DETERMINE COMPLIANCE
’~ENTS.
£TING SHALL BE PROCRESSfVETO ENSURE THAT PROCESS OR
RE NOT PERPETUATED.
:.ACH WELD SHALL BE VISUALLYINSPECTED. PREHEAT SHALL
INTAINED THROUOHOUT THE WELDINO CYCLE.
WELDING PROCEDURE /~ TO DEPOSIT HIOH QUALITY, LOW HYDROGEN
RDANCE WITH THE REQUIREMENTS OF AWS D1.! OR
dE WELDINO IS TO BE CARRIED OUT UNDER THE DIRECTION OF
N AND Q.C. PER.q.q.SONNEL WHO FULLY UNDERSTAND THE INTENT OF
.DING CODES AND WELDtNO PROCEDURES.
~AT!ON OF FULL PENETRATION WELDS IS AN ACCEPTABLE ALTERNATIVE
NATION AND IS TO BE DONE iN ACCORDANCE WITH ASME CODE,

1 LATEST EDiTION ACCEPTANCE CRITERIA PER PARAGRAPH UW.51.
ON ~HALL BE PERFORMED AT BOTH HOT AND COLD ENDS WHERE
/NED TO THE .STUB D/APHRAOM. A SPOT ULTRASONIC EXAMINATION
;HALL BE DONE TO THE DIAPHRAGM TO STUB DIAPHRAGM dOINT
END SECTIONS WHEN FULL PENETRATION WELD~ ARESPECIFIED.
ONS ARE FOUND, THE ENTIRE LENOTH OF THE WELD WILL BE
- AREAS WILL BE REPAIRED AND RE-EXAMINED BY ULTRASONIC
’/9 ABOVE.
~E A MINIMUM OF ~8"’ (Smm.) UNLESS OTHERWISE SPECIFIED. IN
ELDS REQUIRED ON A DYNAMIC COMPONENT THE MINIMUM SIZE

IF

?INO NOTE
FOR TO BE GROUNDED ANY TiME WELDING
? AIR ARCtNC /~ TAKfNO PLACE TO PREVENT

TO BEAR/NG.S AND DR/VE~.

NOTE
AIR PREHEATER PART~ ARE PRODUCED FROM

’ECIFIC LOCA7-/ON£ OF WEATHERINO ~TEEL ON AN
PLEASE SEE THE SPECIFIC ASSEMBLY DRAWING OR

YOUR REGIONAL AIR PREHEATER :gALE~ O~-F-ICE,
REPRESENTATIVE OR YOUR INSIDE £ALE£

~_NTA TIVE.

TS
>-nq

riSE      "’

BE tN ~Ld

WITH      ~bJ

’CTURAL ~
OR ~

THIS DRAWING IS THE PROPERTY OF AIR PREHEATER COMPANY
AND SHALL NOT BE REPRODUCED OR COPIED OR USED IN WHOLE
OR IN PART TO FURNISH ANY INFORMATION FOR MAKING OF DRAWINGS
OR FOR MANUFACTURE OR SALE OF EOUIPMEN[ REPRESENTED [HEREON
WITHOUT WRI’i3"EN PERMISSION OF AIR PREHEATER COMPANY.

ALL DIMENSIONS
ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED THIRD ANGLE

SUBJECT
AIR PREHEATER

API NO.

S~ZE

OR RF CK
APPR. BY

DATE 1--50--75

ALSTO M
ALSTOM Power, Inc.

Air Preheater Company
Wellsville, New York

GENERAL WELDING
SPECIFICATIONS

CODE

ER

GROUP SIZE DWG NO.

o oo C 65557
SCALE NTS WT SHEET

I REV

P
OF

D

C

B

A

03062713

IP7 033802
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W:\STD\BASK ETS\U FTING

MARK I DATE DR.
ALTERATIONS

TYPICAL
9/16" DIA

LIFTING HOLES

TYPICAL LIFTING ARRG’T.

NOTES TO ERECTOR"
BASKETS TO BE LIFTED WITH
4 POINT LIFT.      LIFTING HOLES
ARE PROVIDED IN HOLDING BARS
FOR CLEVISES OR SHACKLES.
SIZE CLEVISES OR SHACKLES FOR
A MAXIMUM 2400 LB. BASKET WEIGHT.

LIFTING EQUIPMENT FURNISHED
BY OTHERS.

TO BE USED ON 90 DESIGN AND
FULL WRAPPER BASKETS ONLY.

ALL DIMENSIONS
.~RE IN INCHES
UNLESS OTHER-
WISE SPECIRED

SUBJECT
AIR PREHEATER

API NO.

s=zE V-Vl
BLM l CK CUDR

APPR. BY CU

DATE 06-23-00

THIS DRAWING IS THE PROPERTY OF AJR PREHF_.ATER COMPANY
kNO SHN.L NOT BE R~PROOUCED OR COPIED OR
OR IN PN~r TO FLI~iSI-I ANY INFORMAllON FOR M~NG OF

WITHOUT WRITTEN PERMISSION OF ,NR PREHEATER COMPANY.

ALSTO M
ALSTOM Power, Inc.

w~mme, N~Y~k

LIFTING ARRANGEMENT

CODEER     I GROUP02000202

SCALE NTS SHEET    OF

03062713
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A
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G
F
E

D
C
B
A
MARK

PREHEATER
CENTERUNE

\
\

\
-\

GAS SIOE

/

T
27100

CENTERLINE OF PREHEATER
ANO HOT ENO CENTER SECTION

HOLES PER CENTER
SECTION 250 OlA

TOP PLAN VIEW

VIEW SHOWING USE OF
GAUGE ROD SETTING BAR A%S’Y

DATE DR. CK. DESCRIPTION

ALTERATION S

4-
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3

AIR SIDE

/
/

100

4150

3000

250 OIA
HOLE

4 HOLES, 1109 OlA. DRILL
THRU, TAP 1.25 - 7 UNE

NOTE, ER-2 SECTION "A-A"
(HOT END)

SEALING’

013

[4-098 / 03062713]
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&7

CENTER SECTION
TUB PLATE

SECTOR PLATE

,URFAEE

E ILL OF MATERIAL
REF. DRAWING NO.

1 D-85512
2 D-4-9622
,3 650016004-0152
4- C-2-85510
5 C-,3-85510
6 P- 1-305,34
7 E-26907
8 P-2895
9 D-85511
10 0-4962,3
11 P-20-254-13
12 P-20-254-12
1,3 P- 10-,3079
14 P-10-254.12

QTY.    MAT’L. DESCRIPTION

# H.E. SEAL GAUGE TUBE ASS’Y (ASS’Y #11)
ASS’Y #.5

6501
4-006
4-006
3215

9904

3214
3205
3201
,3205

H.E. GAUGE ROD SETTING BAR
6 SCH #40 PIPE X 950 LG
038 X 7.25 X 7.25
0.25 X 7.25 X 7.25
GAUGE WASHER
SEAL GAUGE BUSHING
BLISS JIG SPRING #DS-24-0 6.00 LG.
BUSHING CAP
H.E, GAUGE ROD ASS’Y (ASS’Y #5)
1.25 WASHER
1.25 FIN. HEX. NUT
0.65 X 1.25 HEX. HD. CAPSCREW
0.65 FIN. HEX. NUT

1
4-

4-
4-
4-
4-
4-

1
4-
4
16
16

S.L

SL
SL
SL
SL

SL
SL

SL
SL
SL
SL
SL
SL
SL
SL

NOTES TO ERECTOR
ER-1 ORILL FOUR HOLES THRU THE HOT CENTER SECTIONS

ER-2 DRILL AND TAP HOLES INTOSECTOR PLATES AS SHOWN IN SECTION "A-A"
ER-3 CENTER REF :1:1=3 ON #4 & WELE] AS SHOWN, THEN CENTER THE ASSEMBLY

OF REF ~3 & tl=4 OVER HOLE tN CENTER SECTION AND WELD TO TUB PLATEAS
SHOWN IN SEC110N "A-A"

ER-4 ASSEMBLY REF ~:1, #% #6, #8, ~11, #12 AS SHOWN IN SECTIONS "A-A",
MAKING SURE REF #1 IS WITHIN 013" OF THE SEALING SURFACE

ER-5 AFTER FINAL SETTING OF SECTOR PLATE TIGHTEN REF #12 AND TACKWELB.
ER-6 INSERT REF. #10 INT0 REF #7, ADJUST1/z, TURN AT EACH REVOLUTION

OF ROTOR UNTIL ROUNOED END JUST TOUCHES THE RADIAL SEALS
ER-? REMOVE REF ~I0 USE REF ~9 TO CAP THE TUBE ANO INSTALL THE

COVER REF ~�5 USING REF. #13 & #14.
ER-8 CHECK SEAL CLEARANCE USINGREF, #2 RESPECTIVELY TO DETERMINE

THE ACTUAL SEAL SETTINGS

ALL DIMENSIONS
ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED THIRD ANGLE

SUBJECT
AIR PREHEATER

API NO.

SIZE 33.5 VI MOD
DR WO~ CK OV

APPR. BY

DATE 10--25--O4-

THIS DRAWING IS THE PROPERTY OF AIR PREHEATER CONIPANY
AND SHALL NO]" 8E REPRODUCED OR COPIED OR USED IN WHOIF
OR IN PART TO FURNISH ANY INFORMATION FOR MAKING OF DRAWINGS
OR FOR MANUFACTURE OR SALE OF EQUIPMENT REPRESENTED THEREON
WITHOUT WRI]-rEN PERMISSION OF AIR PREHEATER COMPANY

ALSTOM Power Inc.
Air Prehea|er Company

Wellsville, New York

HOT END SEAL
CLEARANCE GAUGE ASS’Y

CODE GROUP SIZE DWG NO.

ER O401 C 1 OO41 246
REV

SCALE NTS WT SHEET    OF

D

C

B

A

03062713

IP7 033807



L \STD\BASKET\ARRGT\33,5

NOTE TO ERECTOR
ER-! TO BE USED WITH BASKET SEALS ONLY

LEFT)

"0-~5.5 "’

"GC-55.5

"’O-JS. 5 ""
(LEFT)

ORIENTATION
OF VIEW

MARK} DATE DR.
ALTERATIONS

CK.

LAYER
\/
/\ HE

/\ C£
CI

TOP PLAN VIEW
THIS DRAWING IS THE PROPER~( OF AIR PREHEATER COMPANY
AND SHALL NOT BE REPRODUCEO OR COPIED OR USED IN WHOLE
OR IN PART TO FURNISH ANY INFORMATION FOR MAKING OF DRA~/|NGS
OR FOR MANUFACTURE OR SALE OF EQUIPMENT REPRESENTED THEREON
WITHOUT WRITTEN    PERMISSION OF AIR PREHEATER COMPANY,

ALL DIMENSIONS
ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED THIRD ANGLE

SUBJECT
AIR PREHEATER

API NO,

SZE .55.5 V/Vl
DR CU    l CK

APPR. BY

CU

DATr: 12//11/05

ALST~’M
ALSTOM Power Inc.

Air Preheofer Company
Wellsville, New York

BASKET ARRANGEMENT

CODE GROUP

ER O20O

SCALE NTS

SIZE DWG NO. REV

A 800,..50674
I WT I SHEET OF

03062713



D

C

B

A
H

F

E
D

C

B

A

MARK

,3 SIDES DO NOT WELD
ACROSS SPLIT IN T-BAR

NOTE ER-4
T-BARS I’,,
UNEQUAL
TO MILL 1
INSTALL T
SEGMENTS
WIDE SIDE
FLANGES
SAME DIR
SO THAT
LINE UP.

VIEW "C "-C

0.31

"C
PL

2.00

0.50 2.50

0.50

5.00

NOTE ER-4~

DETAIL "X"

DATE DR.

8

CK. DESCRIPTION
ALTERATIONS

7

[4098/04064&

IP7 033809



AY HAVF,
SIDES DUE
}LERANCES.
-BAR
WITH
OF
I
CTION
DOES

15.00°

III
/

I

JOINT IN SHELL
&: ROTOR ANGLE "A"

(B-~-,D-,0

I
fl

SEE DETAIL "X"

/
!

II
I

//

6-BOLTS IN EACH
T-BAR SEGMENT

"B"(A-4,B-4)

2.74.50 ~POSI ’

DIAPHRAGM

DIAPHRAOM

TACKWFLD 2 Pl
180" A

(NOTE ER-5

TACKWELD 2 PL
180" ~

(NOTE ER-5

TO

LOCATE ON ¢_ OF
ROTOR COMPARTMENT

ROTOR ~
IAPHRACM

\
\

DIAPHRAGM

PARTIAL HOT END VIEW

\
\

6 5

IP7 033810



OUE TO 20 FT/LBS
TACKWELD NUT TO

BOLT (NOTE ER-6)

X

SECTION "A-A" (s_6)
(HOT END)

ROTOR ANGLE

ROTOR SHELL

DIAPHRAGM

ER-2

REF.I

1

5

DRAWING NO

E-77551
E-77,345
E-95945
B-77,352
P-14-51500
P-!0-1420
P-6-1289

~QUE TO 20 FT/LBS
TACKWELD NUT TO
BOLT (NOTE ER-6)

I
i

RAGM

ROTOR SHELL

ROTOR ANGLE

SECTION "A-A"(B_6)
(COLD END)

ER-2

NOTES TO ERECTOR:
ER-I REMOVE EXISII
ER-2 INSPECT THE

IF FRACTURES
END OF THE

ER-5 INSTALL THE
THE ROTOR C
0.1,3".     ALL 1
SHOWN tN SE

ER-4 WELD T-E~AR2
VIEW "C-C".

ER-5 TACKWELD BO
AND THEN

ER-6 BACK OFF NL
BOLT TO NUT
T-BAR).

ER-7 WELD THE
TH E T-BAR
ON LEADING

ROTOR ANGLE

I

OUTBOARD SEAL TAB

ROTOR ANGLE

VIEW                  DIAPHRAGM(c-6)
(HOT END)

i~ DIAPHRAGM

ROTOR ANGLE-~ ~ -~- ~ROTOR ANGLE

I
I

~ V% "E~D)B ".(C_ 6)"X,,,~ 0 UTBOARD SEAL TAB

~NOTE
ER-7

ALL DIMENSIONS

I~I

ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED

SUBJECT

AIR PREH’,
API NO.

SIZE ,.}5.5 Vl

DR OlD    _L~_I<

APPR. BY

DATE 1 2/I 6/(

IP7 033811



BILL OF MATERIAL
QTY. MAT’L. DESCRIPTION S.L.
4-8 T-BAR TAB S.L.
4-8 T-BAR TAB S.L.
4-8 SPLICE BAR S.L.
48 T-BAR ’ASS’Y. #5 S.L.
288 ,3201 0.6,3 X 1.75 HEX. HEAD CAPSCREW $.L.
288 ,3205 0.6,3 FIN. HEX. NUT S.L.
576 ‘3221 0.6,3 WASHER S.L.,

NO T-BARS AND T BAR TABS.
WELD BETWEEN THE ROTOR SHELL AND THE DIAPHRAGM FOR FRACTURES.
ARE FOUND, REMOVE THE EXISTING WELD TWO INCHES BEYOND THE

RACTURE AND REWELD AS SHOWN IN SECTION "A-A".
-BARS (REF. #4) WITH THE ENDS LOCATED ON THE CENTER-LINES OF
}MPARTMENTS AND TO THE RADIUS SHOWN WITH A TOTAL RUN-OUT OF
HE BOLTS, NUTS, AND WASHERS ARE TO BE INSTALLED EXACTLY AS
}TION "A-A". TIGHTEN ALL BOLTS PRIOR TO WELDING.
(REF. if4-) AND SPLICE BAR (REF. #5) AS SHOWN IN DETAIL "X" AND

T HEADS (REF. #S) TO WASHERS (REF. #7) ACROSS FLATS 180’ APART,
:K WELD THE WASHERS TO THE ANGLES 180° APART FOR 0.75".
I$ (REF. #6) AND THEN TORQUE TO 20 FT.//LBS. THEN TACK WELD

(DO NOT TACK WELD THE NUT TO THE WASHER OR WASHER TO THE

IAR TABS (REF. #I & #2)AS SHOWN IN SECTION "B-B". WELD TO
NLY. INSTALL REF. #I ON TRAILING SIDE OF RADIAL SEALS AND REF. #2

THIS DRAWING IS THE PROPERTY OF AIR PREHEATER COMPANY
AND SHALL NOT BE REPRODUCED OR COPIED OR USED IN WHOLE
OR IN PART TO FURNISH ANY INFORMATION FOR MAKING OF DRAWINGS
OR FOR MANUFACTURE OR SALE OF EQUIPMENT REPRESENTED THEREON
WITHOUT WRITTEN PERMISSION OF AIR PREHEATER COMPANY.

lAD ANOLE

ATER

MOD)
DV

ALST  M
ALSTOM Power Inc.

Air Preheater Company
Wellsville, New York

COLD END     AT NO
BAR NSTALLAT ON

CODE

ER

SCALE

GROUP

0105

NTS

SIZE

D
WT

DWG NO.

I REV
10041587

ISHEET OF

D

C

A

IP7 033812



~--- 7/8 X 45°

DETAIL "Z"
(i END BNLY)

DESCRIPTION: 1 X 8 X

DETAIL "Z’-~

CHAMFER

128-3/4 ROLL TO 258-i/2 I,R,
MATERIAL: 40006

H

.~    ’ED
~                                                                                     .~I~m~.AIR PREHEATERTENSION RING

",1 C     B
-                                                                                                                           ~I

i.~ 31 VI
Io ~ DR JRL CK RAD cooE    GROUP S~E

~ A 10-31-02 J~ ~ C~ DIM~SI~S
~ ~R. ~ 0~00 B~ ~ DA~ DR. CK. O~RI~ON ~

~ ~~ONS ~UNG/~/~99/N~/~2 ~ 10-7-02 ~ N~ ~

10021477 A

03062713



2
BILL OF MATERIAL

DESCRIPTION
INBOARD BASKET SUPPORT BAR
"A" STAY PLATE EXTENSION ASSEMBLY
"B" STAY PLATE EXTENSION ASSEMBLY
"C" STAY PLATE EXTENSION ASSEMBLY
"D" STAY PLATE EXTENSION ASSEMBLY
"E" STAY PLATE EXTENSION ASSEMBLY
"F" STAY PLATE EXTENSION ASSEMBLY
BASKET SUPPORT AT SHELL
COVER ASSEMBLY
0.6.3 X 1.25 AW WELD STUD
0.63 HEX NUT
0.63 WASHER

ASS’Y _#7
ASS’Y _#8
ASS’Y _~9
ASS’Y _~I0
ASS’Y
ASS’Y # 12

S.Lo

SL

SL
SL
SL
SL
SL

SL

SL

SL
SL
SL

NOTES TO ERECTOR:

ER-1

ER-2

ER-5

ER-4

ER-5

ER -6

ER-7

REMOVE ALL ELEMENT BASKETS FROM ALL LAYERS BEFORE PERFORMING ROTOR
MODIFICATION WORK. ROTOR TOBE PROPERLY GROUNDED BEFORE WELDING TO
PREVENT DAMAGE TO BEARINGS AND DRIVES.

ALL ROTOR MODIFICATION WORK SHOULD BE COMPLETED SO THAT EVERY OTHER
COMPARTMENT IS WORKED ON ONE AT A TIME, AFTER COMPLETION OF EVERY OTHER
COMPARTMENT THE BALANCE OF THE ROTOR CAN BE FIT TACK AND WELDED.

REMOVE THE EXISTING BASKET SUPPORT BARS, FILLER PIECES, GRATING, AND
DISCARD. TRIM STAY PLATES TO THE CUT LINE DIMENSION SHOWN IN SECTION "A-A".

INSTALL THE STAY PLATE EXTENSIONS AS SHOWN.    (EXTRA CARE SHOULD 8E TAKEN
TO MAKE SURE THAT THE STAY PLATE EXTENSIONS LINE UP WITH THE CORRESPONDING
EXISTING STAY PLATES). MAINTAIN BASKET SUPPORT ELEVATION FLAT WITHIN I/8".

INSTALL THE INBOARD AND OUTBOARD BASKET SUPPORT BARS REF. #I ~ #8
AS SHOWN AND WELD INTO PLACE,

CENTER REF. #9 OVER SHELL OPENING AND SEAL WELD AS SHOWN ON THE COVER
I R. (REFER TO SECTION "C-C"). NEW FASTENERS ARE BEING SUPPLIED FOR REF. #9
TO SECURE COVER FOR WELDING IF DESIRED.

USE E-8100 WEATHERING WIRE FOR ALL WELDS.

END OF-X

0.50"t ~- ..
I--- 6.00"-

T 3/1

EDGE OF
DIAPHRAGM

DETAIL "X"
(D-4)

/~- STAY PLATE
~----....~ .~ EXTENSION

O. S"J-

NOTE

DETAIL
(c-#)

ER-4

6.00"~

EDGE OF
DIAPHRAGM

DETAIL "Z"

ulnn

ALL DIMENSIONS /

~ [[[[~
ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED THIRD ANGLE

SUBJECT
AIR PREHEATER

API NO.

S~ZE 33.5 Vl MOD
DR CJC J cK DV
APPR. BY

ALST  M

THIS DRAWING IS THE PROPERTY OF AIR PREHEATER COMPANY
AND SHALL NOT BE REPRODUCED OR COPIED OR USED tN WHOLE
OR IN PART TQ FURNISH ANY INFORMATION FOR MAKING OF DRAWINGS
OR FOR MANUFACTURE OR SALE OF EQUIPMENT REPRESENTED THEREON
WITHOUT WRITTEN PERMISSION OF AIR PREHEATER COMPANY

ALSTOM Power Inc.
Air Preheafer Company

Wellsville, New York

CLEARF W ROTOR
MODIF CATIONS

DWG NO.

10051472
SHEET

CODE

I GROUP

SIZE

ER 0100 D
SCALE NTS WT

2

D

C

A
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IP7 033814



/

REMOVE BASKET SUPPORT--k
BAR NOTE ER-,3~

98.00"
DIAPHRAGM HEIGHT

57.75"
HEIGHT OF EXISTING

STAY PLATES

TYP. REMOVE
EXISTING BASKET

SUPPORT BARS

SEE DETAIL "X"

--- 6.00"

,~------L~-,, ~ EXISTING GRATING

COLE) END

38.50" STAY PLATE CUT-LINE
NOTE ER-3

SEE DETAIL "Y"

~ ~

EDGE OF
DIAPHRAGM

TAY PL. EXTENSIONXx,.3/I,, 6[~6-12
RAGM CARRY WELD
D OF STAY PLATES J S/16 -12

~ REMOVE FILLER
PIECES NOTE ER-5

~C~

REMOVE BASKET SEE DETAIL "ZSUPPORT
BAR NOTE ER-5

EXISTING
STAY PLA

SECTION "A-A"
(B,D-7)

TYP.

EXISTING
DIAPHRAGMS

III

SECTION "C-C"

4

fTYP. REF. #9 TO ROTOR
3/16 [// ~SHELL NOTE ER-6

:i,i

IP7 033815



6 5

I
/

/ /
/ //

I
I

-- DIAPHRAGMS

0.19"

HOT END

EDGE OFJ~
DIAPHRAOM

TYP. S
10 OlAPH
OVER EN.

I
I

(B,D-4-]

OT END VIEW

~i16V"~ ¢/’BOTH ENDS REF.
.3/16[// ~TO DIAPHRAGM

ING S-FAY PLATE ~___ ____

II

EXISTING-~
DIAPHRAGMS ",~,

NG STAY PLATE~

SECTION "B-B"

f EXtSTING
DIAPHRAGMS

55.75"

88.25"

BASKET SUPPORT
ELEVATION

00/05062597]

6 5

IP7 033816



8 7

ALL
ARE
UNL
WlS[

SUE

API

DR

gPF

9AT

D

C

A

MEASURED
END OF LUG ~

0.5!
DIAPHRAGM THICKNESS

CHORD DIM. ~-~
MEASURED ON~
I.R. OF SHELL

H
O
F
E
D
C
B
A 8-5-04 WDS DV WELD REQUIREMENT
MARK DATE DR. CK.

PARTIAL HI

TOP OF EXIS,

EXlSIh

CHANGED FIELD
DESCRIPTION

ALTERATIONS

8 7

[4

IP7 033817



REF DRAWING NO.

1 B-99296

2 B-99296

3 P-12-25404

# P-10-25#12

5 P-10-25413

6 E-67599

QTY.

TAB "N"

TAB "N"

TAB "’P"

TAB "P "
TAB %"
TAB "S’"

BILL
MA TL

3201

3205

3214

OF MATERIAL
DESCRIPTION

BYPASS SEAL (HOT END.) ASS’Y ,~"R" ARRG’T i~1

BYPASS SEAL (COLD END.) ASS’Y //"R" ARRG’T //2

.63" X 1.5" HEX. HD. CAPSCREW

.63" FIN. HEX. NUT

¯ 6,3" WASHER

BYPASS SEAL HOLDING STRIP

S.L.

SL

SL

SL

SL

SL

SL

NOTES ]-0 ERECTOR:
ER-1    REFER TO SEAL INSTALLATION & SETTING DRAWING SPECIFIED IN GROUP 2106

AND GROUP 7000 SHEET.
ER-2 LINE UP FIRST BYPASS SEAL WITH HOLES IN CONNECTING PLATE SEAL ANGLE.

TRIM SEALS TO FIT AGAINST SEAL PLATE AND SECTOR PLATE.

CONN. PLATE

-~- NOTE

FLANO~.~

1.75" NOM. (44mm)
DOES NOT INCLUDE

SEAL CLEARANCE
NOTE ER-t

END

sASS S[AL

ARE IN INCHES
UNLESS OTHER-
WISE SPECIFIED THIRD ANGLE

SUBdECT
AIR PREHEATER

-- API NO.

SZE V-VI-H
DR (~RW CK DPV
APPR. BY

DATE 02-- 11 --2000

THIS DRAWING IS THE PROPERTY OF AIR PREHEA1-ER COMPANY
AND SHALL NOT BE REPRODUCED OR COPIED OR USED IN WHOLE
OR IN PART TO FURNISH ANY INFORMATION FOR MAKING OF DRAWINGS
OR FOR MANUFACTURE OR SALE OF EQUIPMEN]- REPRESENTED ]-HEREON
WITHOUT WRITTEN PERMISSION OF AIR PREHEATER COMPANY.

ALSTOM Power Inc.
ALSTOlPI Air Preheater Company

Wellsville, New York

FIELD
BYPASS SEAL
ASS’Y.

CODE

ER

GROUP SIZE DWG NO. REV

o5o5 C 99297 B
WT SHEET OFSCALE NTS

D

C

B

A

03062713

IP7 033818



2

P LATE

NOTE ER- 1

FLANGE

NOTE

F NOTE
ER-I

ER-I NOTE
NOTE

TYPICAL SECTION SHOWING

W:\STAN OARDS\DRAWlNGS\STD

IP7 033819



B

A

4

ASS’~ HEATER TAB TAB TAB APPROX.
NO. SIZE ’~" ’~" ’%" WEIGHT

1 24.5 22 1 44 650ff

2 25 22 2 44 650~

3 25 5 24 3 48 7~o#
4 26 24 4 48 7!0~

5 26.5 26 5 52 770#

6 27 26 6 52 770#

7 27.5 28 7 56 830#

8 28 28 8 56 830~

9 28 5 34 9 68 1040[

10 29 34 10 68 1040f

11 29.5 36 11 72 !100~

12 JO 38 12 76 t1604

13 50.5 40 15 80 1220#

14 31 40 14 80 12204

15 31.5 42 15 84 12804

17 32.5 46 17 92 !525#

18 33 48 18 96 15904

19 33 5 50 19 100 1665[

20 34 54 20 !08 1790~

21 34,5 56 21 712 19004

22 35 60 22 120 2023#

23 35.5 62 23 124 2090#

24 36 64 24 128 2156~

25 29 34 25 68 1040~

TABULATION

TAB TAB

176 352

1 76 ‘352

192 384

192 384

208 416

208 416

224 448

224 448

272 544

272 544

288 5 76

304 608

.320 640

320 640

,336 6 72

352 704

368 73,6

384 768

400 800

432 864

448 896

480 960

496 992

512 1024

272 544

H

F

E
O

C
B
A
MARK

18-5-04 DV
5-6-05 JRC

DATE DR.

ACS ADDED ARRO’T TO REF 41 & 2 IN BILL OF MAT’L
JRC REMOVED SEQ. NOTES, ADD ALSTOM BORDER
CK. DESCRIPTION

ALTERATIONS

4

IP7 033820


